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(54) Waterproof slide fastener and manufacturing method thereof 



(57) The present invention intends to provide a 
waterproof slide fastener in which a synthetic resin film 
is fused to a fastener tape in order to prevent a perfora- 
tion phenomenon that the synthetic resin film does not 
exist locally. A laminated synthetic resin film (4) com- 
posed of low melting point resin layer (12) having melt- 
ing point of, for example, 100 °C - 140 °C and high 
melting point resin layer (13) having melting point of, for 
example, 150 °C - 230 °C is fused to a surface or both 
surfaces of a pair of the fastener tapes (3) with the low 
melting point resin layer (12) being in contact with and 
opposing the fastener tape (3) by heating with pressure. 



Fastener elements (5) are mounted onto a side edge 
(1 1 ) of the fastener tape (3) and the laminated synthetic 
resin film (4) is formed so as to protrude outward from 
the side edge (1 1) of the fastener tape (3) and a center 
point of coupling of the fastener elements (5). Because 
the high melting point resin layer (13) disposed on the 
surface of the fastener tape (3) is not melted, no perfo- 
ration phenomenon occurs. Further, because the lami- 
nated synthetic resin film (4) protrudes from the side 
edge (11), waterproof function is secured. 



FIG. I 
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Description 

BACKGROUND OF THE INVENTION 

1 . Field of the Invention 

[0001 ] The present invention relates to a waterproof 
slide fastener for use as an opening/closing device of 
ski wear, sports bag and the like by providing a fastener 
tape of the slide fastener with waterproof function, and 
a manufacturing method of the same slide fastener hav- 
ing the waterproof. 

2. Description of the Related Art 

[0002] Conventionally, a fastener tape having syn- 
thetic resin film fused on entire one side surface of a 
pair of right and left fastener tapes has been well 
known. According to a slide fastener disclosed in Japa- 
nese Utility Model Publication No. 40-1 7549, as shown 
in Fig. 1 9, for example, synthetic resin film 4' is overlaid 
and fused to cover an entire rear surface of the pair of 
the right and left fastener tapes 3' and a core thread T 
is fixed to a side edge 1 V of the fastener tape 3'. Then, 
fastener elements 5' are attached to this core thread fix- 
ing portion so as to complete a slide fastener having 
waterproof. 

[0003] In the conventionally known slide fastener in 
which synthetic resin film is fused on the entire surface 
of the pair of the fastener tapes, a single layer synthetic 
resin film is fused on the fastener tape by heating. As a 
result, a synthetic resin film does not exist locally on the 
surface of the fastener tape or holes are made due to 
threading of sewing yarns, which is so-called perforation 
phenomenon, occurs so that there is generated a prob- 
lem that the waterproof of the fastener tape is lost. Fur- 
ther, melted synthetic resin film is likely to be affixed to 
not only the fastener tape but also a heating/pressure 
body for applying pressure and heating. Therefore, 
there is a problem that heating processing control for 
fusing the synthetic resin film onto the fastener tape 
securely is difficult. 

SUMMARY OF THE INVENTION 

[0004] The present invention has been achieved in 
views of the above described problems. An object of the 
invention is to provide a waterproof slide fastener in 
which a laminated synthetic resin film comprised of low 
melting point resin layer and high melting point resin 
layer is used as a synthetic resin film to be fused to a 
fastener tape so as to prevent a perforation phenome- 
non in the synthetic resin film, and the synthetic resin 
film is fused securely to the fastener tape. 
[0005] Another object of the invention is to provide a 
slide fastener chain having waterproof in which, by 
specifying melting points of the low melting point resin 
layer and high melting point resin layer of the laminated 



synthetic resin film, only the low melting point resin layer 
is melted at a temperature in which the high melting 
point resin layer is not melted by heating with pressure 
so that the.low melting point resin layer is fused securely 

5 to the fastener tape. 

[0006] Another object of the invention is to provide a 
slide fastener having waterproof in which the laminated 
synthetic resin film is fused so as to intensify waterproof 
function at the side edge in which the right and left fas- 

w tener tapes collide when the right and left fastener 
stringers are coupled. 

[0007] Another object of the invention is to provide a 
slide fastener having waterproof in which the waterproof 
of the slide fastener can be attained even when the lam- 

15 inated synthetic resin film is fused to any one of front 
and rear surfaces of the right and left fastener tapes. 
[0008] Another object of the invention is to provide a 
slide fastener having waterproof in which waterproofing 
style is defined to secure waterproof at a portion in 

20 which the linear fastener elements are sewn when the 
laminated synthetic resin film is fused on the surface of 
both the right and left fastener tapes so as to achieve an 
effective waterproof. 

[0009] Another object of the invention is to provide a 
25 slide fastener having waterproof in which the laminated 
synthetic resin film is fused to both the front and rear 
surfaces of the fastener tape forming a fastener stringer 
and linear fastener elements are sewn onto both the 
front and rear surfaces so as to achieve airtightness and 

30 watertightness. 

[0010] An object of another aspect of the invention 
is to provide a manufacturing method of a slide fastener 
having waterproof capable of producing a fastener 
chain in which the laminated synthetic resin film com- 

35 posed of the low melting point resin layer and high melt- 
ing point resin layer is used as a synthetic resin film to 
be fused to the fastener tape so as to prevent a perfora- 
tion phenomenon in the synthetic resin film and the syn- 
thetic resin film is fused securely to the fastener tape. 

40 [001 1 ] Another object of the invention is to provide a 
manufacturing method of a slide fastener having water- 
proof capable of producing a fastener chain having an 
excellent waterproof function easily and securely. 
[0012] To achieve the above object, according to 

45 one aspect of the invention, there is provided a water- 
proof slide fastener, wherein a laminated synthetic resin 
film composed of low melting point resin layer and high 
melting point resin layer is fused to a surface or both 
surfaces of each of a pair of right and left fastener tapes 

so in the slide fastener such that the low melting point resin 
layer is in contact with and opposes the surface of the 
fastener tape by heating with pressure, while fastener 
elements are mounted on a side edge of the fastener 
tape by sewing for example, coil-shaped or zigzag 

55 shaped fastener elements formed of monofilament to 
the fastener tape or weaving or knitting the coil-shaped 
linear fastener elements into the fastener tape or crimp- 
ing or injection-molding discrete fastener elements of 
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metal or synthetic resin. 

[0013] Preferably, the laminated synthetic resin film 
is comprised of the low melting point resin layer having 
melting point of 100°C - 140 °C and the high melting 
point resin layer having melting point of 150 °C -230 °C. 
[0014] Still preferably, the laminated synthetic resin 
film is comprised of the low melting point resin layer 
having melting point of 110 °C - 130 °C and the high 
melting point resin layer having melting point of 160 °C 
- 200 °C. 

[001 5] Preferably, the laminated synthetic resin film 
to be fused to the fastener tape is formed so as to pro- 
trude from the side edge of the right and left fastener 
tapes and a center point of coupling of the fastener ele- 
ments mounted on the side edge. 
[0016] Also preferably, the fastener elements are 
mounted on the front surfaces of the opposing side 
edges of the right and left fastener tapes and the lami- 
nated synthetic resin film is fused on entire rear sur- 
faces of the fastener tapes. 

[0017] Preferably, the laminated synthetic resin film 
is fused on the entire front surface of each of the right 
and left fastener tapes and the fastener elements are 
mounted on the laminated synthetic resin film fused to 
the front surface of the side edge opposing each other 
of the fastener tape. 

[0018] Further preferably, the laminated synthetic 
resin film is fused on the entire surface of each of the 
right and left fastener tapes and coil-shaped or zigzag- 
shaped linear fastener elements are sewn onto the lam- 
inated synthetic resin film fused to the front surface of 
the side edge opposing each other of the fastener tape 
while a portion of a rear face of the tape to which the lin- 
ear fastener elements 5 are sewn is treated with water- 
proof finish. 

[0019] Alternatively, the laminated synthetic resin 
film is fused on the entire surface of each of the right 
and left fastener tapes and coil-shaped or zigzag- 
shaped linear fastener elements are sewn onto the lam- 
inated synthetic resin film fused to the front surface of 
the side edge opposing each other of the fastener tape, 
while sewing yarns with which the linear fastener ele- 
ments are fixed are treated with waterproof finish. 
[0020] And preferably, the laminated synthetic resin 
film is fused on the entire surface of each of the right 
and left fastener tapes, a pair of the coil-shaped or zig- 
zag-shaped linear fastener elements are disposed and 
sewn on the front surface of the fused laminated syn- 
thetic resin film such that they oppose and coupling 
heads of the linear fastener elements oppose each 
other across a predetermined interval, the fastener tape 
is bent at the middle between the pair of the sewn linear 
fastener elements so as to overlap, while the overlap- 
ping feces of the fastener tape are bonded to each other 
so as to ensure airtightness and watertightness. 
[0021] According to another aspect of the invention, 
there is provided a manufacturing method of a water- 
proof slide fastener comprising the steps of: mounting 



fastener elements on the front surface of a side edge 
opposing each other of each of a pair of right and left 
fastener tapes; after coupling the right and left fastener 
elements, heating a laminated synthetic resin film com- 

5 posed of low melting point resin layer and high melting 
point resin layer under pressure to an entire rear surface 
of each of the pair of the combined right and left fas- 
tener tapes, with the low melting point resin layer being 
in contact with and opposing the fastener tape, so as to 

70 fuse the low melting point resin layer to the fastener 
tape; and cutting the laminated synthetic resin film 
between the right and left fastener tapes so as to pro- 
duce a fastener chain. 

[0022] Preferably, after the right and left fastener 
15 elements mounted on the surface of the side edge 
opposing each other of each of a pair of the right and 
left fastener tapes are coupled, the fastener elements 
are kept with a gap between opposing side edges 
thereof by pulling the right and left fastener tapes to the 
20 right and left or arranging the fastener elements in a 
mountain shape to project toward the fastener tape side 
while the laminated synthetic resin film is fused to the 
fastener tapes by heating with pressure. 

25 BRIEF DESCRIPTION OF THE DRAWINGS 

[0023] 

Fig. 1 is a sectional view of a fastener chain accord- 
30 ing to a first embodiment of a slide fastener having 
waterproof. 

Fig. 2 is a plan view of the same fastener chain. 
Fig. 3 is a sectional view before laminated synthetic 
resin film is fused onto the same fastener chain. 

3$ Fig. 4 is a schematic diagram showing manufactur- 
ing process of the same fastener chain. 
Fig. 5 is a perspective view showing a heating/pres- 
surizing step in the manufacturing process of the 
same fastener chain. 

40 Fig. 6 is a sectional view showing a modification of 
fusion of the laminated synthetic resin film onto the 
same fastener chain, in a step prior to the fusion. 
Fig. 7 is a sectional view of a fastener stringer 
showing a modification of linear fastener elements 

45 of the same fastener chain. 

Fig. 8 is a sectional view of a fastener stringer 
according to a second embodiment of the slide fas- 
tener having waterproof. 

Fig. 9 is a sectional view of a fastener stringer 
so showing a modification of the same fastener 
stringer. 

Fig. 10 is a sectional view of a fastener stringer 
showing another modification of the same fastener 
stringer; 

55 Fig. 11 is a sectional view of a fastener chain show- 
ing a modification of the same fastener stringer. 
Fig. 12 is a sectional view of a fastener stringer 
showing a modification of the same fastener 



5 



EP 1 048 237 A1 



6 



stringer. 

Fig. 13 is a sectional view of a fastener stringer 
according to a third embodiment of the slide fas- 
tener having waterproof. 

Fig. 14 is a sectional view of a fastener stringer 
showing a modification of the same fastener 
stringer. 

Fig. 15 is a sectional view of a fastener stringer 
showing another modification of the same fastener 
stringer. 

Fig. 16 is a plan view of a fastener stringer accord- 
ing to a fourth embodiment of the slide fastener 
having waterproof. 

Fig. 17 is a sectional view of a fastener stringer 
according to a fifth embodiment of the slide fastener 
having waterproof. 

Fig. 18 is a fragmentary sectional view in an 
enlarged scale showing a modification of a lami- 
nated synthetic resin film. 

Fig. 1 9 is a sectional view of a well known slide fas- 
tener having waterproof. 

DESCRIPTION OF REPRESENTATIVE EMBODI- 
MENTS 

[0024] Hereinafter, the embodiments of a water- 
proof slide fastener and a manufacturing method 
thereof according to the present invention will be 
described in detail with reference to the accompanying 
drawings. 

[0025] In the slide fastener having waterproof of the 
present invention, a fastener tape 3 is produced by 
weaving or knitting synthetic resin fiber such as polya- 
mide fiber and polyester fiber and two-layer laminated 
synthetic resin film 4 composed of low melting point 
resin layer 12 and high melting point resin layer 13 is 
fused on a surface of this fastener tape 3 by heating 
under pressure. As a result, this slide fastener has 
waterproof function. 

[0026] In the slide fastener having waterproof 
according to a first embodiment shown in Figs. 1 and 2, 
with a core thread 7 inserted through inside of linear 
type coil-shaped fastener elements 5 formed of monofil- 
ament of synthetic resin such as polyamide and polyes- 
ter, leg portions 15 of the coil-shaped fastener elements 
5 are sewn onto the surface of a side edge 1 1 of the fas- 
tener tape 3 with sewing yarns 6 of multi-thread chain 
stitch of a sewing machine so as to form a fastener 
stringer 2. Then, right and left fastener stringers 2 are 
coupled to form a fastener chain 1 . 
[0027] As shown in Fig. 3, the laminated synthetic 
resin film 4 is produced by bonding together the low 
melting point resin layer 12 and high melting point resin 
layer 13 each made of urethane base resin or coating 
the low melting point resin layer 12 on the high melting 
point resin layer 13. The melting point of the low melting 
point resin layer is 100 °C - 140 °C, preferably 1 10 °C - 
130 °C. The melting point of the high melting point resin 



layer is 1 50 °C - 230 °C, preferably 1 60 °C - 200 °C. It is 
permissible to use polyester base resin instead of ure- 
thane base resin. Further, by employing thermoplastic 
elastomer as material of the laminated synthetic resin 
5 film 4, it is possible to produce a flexible slide fastener 
chain 1 having waterproof. 

[0028] With the laminated synthetic resin film 4 dis- 
posed such that the low melting point resin layer 12 
faces a pair of the fastener tapes 3 on the rear face of 

10 the fastener chain 1 as shown in Fig. 1 , the laminated 
synthetic resin film 4 is heated under pressure so as to 
be fused to an entire surface of the fastener tape 3. 
Then, the laminated synthetic resin film 4 disposed so 
as to span between the side edges 11 of the right and 

15 left fastener tapes 3 is cut between the side edges 1 1 so 
as to form the fastener chain 1 . 
[0029] The cut laminated synthetic resin film 4 pro- 
trudes from the side edge 1 1 of each fastener tape 3. 
Further, when coupling heads 14 of the right and left 

20 coil-shaped fastener elements 5 couple with each other, 
the cut laminated synthetic resin films 4 protrude from a 
center point of the coupling. Therefore, when the coil- 
shaped fastener elements 5 of the right and left fastener 
stringers 2 couple with each other, the laminated syn- 

25 thetic resin films 4 protruding from the side edge 1 1 of 
the fastener tape 3 collide with the mating one thereby 
achieving waterproof function. Upon use of this fastener 
chain 1 , the fastener chain is sewn onto an object to be 
attached, with a side in which the laminated synthetic 

30 resin film 4 is fused being a front side and the side in 
which the coil-shaped fastener elements 5 are attached 
being a rear side. 

[0030] Meanwhile, the laminated synthetic resin 
film 4 may be transparent or semi-transparent and in 

35 this case, a color of the fastener tape 3 can be seen 
through the film. Further, it is also permissible to provide 
this laminated synthetic resin film 4 with unevenness 
pattern orfabric pattern by embossing the surface of the 
high melting point resin layer 13. As a result, the surface 

40 of the laminated synthetic resin film 4 can be matted 
and adhesion performance thereof to the object to be 
attached is improved. 

[0031] Next, a manufacturing method of the slide 
fastener having waterproof will be explained. In a step 

45 for fusing the laminated synthetic resin film 4 to the fas- 
tener chain 1 , as shown in Figs. 4 and 5, the fastener 
chain 1 is wound around a bobbin supported by a sup- 
porting shaft 31 acting as a fastener chain supplying 
portion 22 and introduced between a heating roller 25 

so journaled by a rotation shaft 29 and a pressure roller 26 
journaled by a rotation shaft 28. Finally, the fastener 
chain 1 is wound up around a winding roller 24 jour- 
naled by a driving shaft 33. 

[0032] At this time, the laminated synthetic resin 
55 film 4 wound around a bobbin supported by a support- 
ing shaft 32 provided as a laminated synthetic resin film 
supplying portion 23 separately from the fastener chain 
supplying portion 22 is transferred to between the heat- 
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ing roller 25 and pressure roller 26. The fastener chain 
1 and the laminated synthetic resin film 4 pass between 
the heating roller 25 and pressure roller 26, with the fas- 
tener chain 1 and the low melting point resin layer 12 of 
the laminated synthetic resin film 4 opposing each other 5 
in contact, so that the low melting point resin layer 12 is 
melted by the heating roller 25 and the pressure roller 
26 and fused to the fastener tape 3. As a result, the lam- 
inated synthetic resin film 4 is mounted to the fastener 
chain 1. 10 

[0033] In a step just before the fastener chain 1 in 
which the laminated synthetic resin film 4 is fused is 
wound up around the winding roller 24, the laminated 
synthetic resin film 4 which spans between the side 
edges 1 1 opposing each other of the fastener tapes 3 is 15 
cut in the center between the side edges 1 1 by a cutter 
30 disposed in a cutting portion 21 . As a result, the inte- 
gral fastener chain 1 can be separated to right and left 
fastener stringers 2. 

[0034] In a fusing step, a concave groove portion 27 20 
is provided in the surface of the pressure roller 26 as 
shown in Fig. 5 so that the coupled coil-shaped fastener 
elements 5 of the fastener chain 1 are inserted therein 
and guided thereby. Further, because only the low melt- 
ing point resin layer 12 is melted and bonded while the 25 
high melting pint resin layer 13 is not melted when the 
laminated synthetic resin film 4 is fused, the perforation 
phenomenon due to heating under pressure is not gen- 
erated so that the surface is kept smooth. 
[0035] A step of fusing the laminated synthetic resin 30 
film 4 to the fastener chain 1 shown in Rg. 6 has a fea- 
ture in that the fastener tape 3 and laminated synthetic 
resin film 4 are bonded together such that a slightly 
larger amount of the laminated synthetic resin film 4 
exists between the side edges 1 1 opposing each other 35 
of the right and left fastener tapes 3 in the fastener chain 

I as compared to the above described example in order 
to intensify waterproof. That is, the surface of the pres- 
sure roller 26 shown in Fig. 5 is formed in a mountain 
shape which protrudes gradually toward the center of 40 
the surface and on the other hand, the surface of the 
heating roller 25, provided so as to oppose the pressure 
roller 26, is formed in a V shape which deepens gradu- 
ally toward the center of the surface. By passing the fas- 
tener chain 1 between the pressure roller 26 and 45 
heating roller 25, an interval between the side edges 1 1 

of the right and left fastener tapes 3 is expanded so that 
the laminated synthetic resin film 4 longer than an ordi- 
nary dimension of the interval between the side edges 

II can be disposed so as to span between the side so 
edges 1 1 . As a result, after the laminated synthetic resin 
film 4 between the side edges 1 1 is cut, the cut ends of 
the laminated synthetic resin film 4 collide with each 
other firmly to close the gap thereby preventing water 
leakage between the cut ends. Consequently, the 55 
waterproof effect at the side edges 1 1 of the fastener 
tapes 3 can be intensified. Meanwhile, it is permissible 

to expand the interval between the side edges 1 1 of the 
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fastener chain 1 by pulling the fastener tapes 3 to the 
right and left in the fastener chain 1 in which the right 
and left fastener stringers 2 couple with each other. 
[0036] Fig. 7 shows a modification of the linear fas- 
tener elements 5. In the linear fastener elements 5 of 
this modification, synthetic resin monofilament is 
formed in zigzag shape and a center point of the ele- 
ments is bent Then, so-called the zigzag type, i.e., the 
zigzag shaped fastener elements 5 are sewn onto the 
surface of the side edge 1 1 of the fastener tape 3. The 
core thread 7 is interposed and held between upper and 
lower leg portions 1 5 and this core thread 7 is sewn with 
the sewing yarns 6 of the multi-thread chain stitch. The 
right and left fastener stringers 2 are coupled with each 
other to form the fastener chain 1 and then, the lami- 
nated synthetic resin film 4 is fused to the entire surface 
of the rear face of the fastener chain 1 . Next, the fused 
laminated synthetic resin film 4 is cut between the side 
edges 1 1 of the right and left fastener tapes 3 so that the 
fastener chain 1 is separable to the right and left por- 
tions. In this fastener stringer 2 also, the side of the lam- 
inated synthetic resin film 4 is exposed outside. 
[0037] In the fastener stringer 2 of the slide fastener 
having waterproof according to a second embodiment 
shown in Fig. 8, the laminated synthetic resin film 4 is 
fused on the side in which the coil-shaped fastener ele- 
ments 5 are sewn. The two-layer laminated synthetic 
resin film 4 composed of the low melting point resin 
layer 12 and high melting point resin layer 13 is dis- 
posed on the surface of the fastener tape 3, and it is 
placed such that the low melting point resin layer 12 
opposes the fastener tape 3 and fused thereto by heat- 
ing under pressure. At the same time, the laminated 
synthetic resin film 4 is fused such that it protrudes from 
the side edge 1 1 of the fastener tape 3. 
[0038] By sewing the leg portions 15 of the coil- 
shaped fastener elements 5 to the surface of the side 
edge 11 of the fastener tape 3 in which the laminated 
synthetic resin film 4 is fused with the sewing yarns 6 of 
the multi-thread chain stitch, the fastener stringer 2 is 
completed. When this fastener stringer 2 is used, the 
coil-shaped fastener element 5 is attached to an object 
to be attached so that it is exposed on the front surface 
of the object Further, by processing the sewing yarns 6 
themselves in water repellent finish, no water pene- 
trates in the sewing yarns 6 and reaches the rear face of 
the fastener tape 3. As a result, the waterproof effect is 
further intensified. 

[0039] In the fastener stringer 2 of another modifi- 
cation of the second embodiment shown in Rg. 9, the 
coil-shaped fastener elements 5 are sewn onto the front 
surface of the side edge 1 1 of the fastener tape 3 with 
the sewing yarns 6, and the rear surface of the fastener 
tape 3 at a portion of the sewing yarns 6 Is coated with 
synthetic resin sealing agent 9 or synthetic resin paint 9 
to prevent water leakage along the sewing yarns 6 to 
the rear surface of the fastener tape 3. As a result, the 
waterproof effect is further intensified. 
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[0040] In the fastener stringer 2 of still another mod- 
ification of the second embodiment shown in Fig. 10, 
the coil-shaped fastener elements 5 are sewn with the 
sewing yarns 6 onto the front surface of the side edge 
1 1 of the fastener tape 3 whose surface is coated with 
the laminated synthetic resin film 4. A synthetic resin 
film 8 is bonded or fused to the rear surface of this fas- 
tener tape 3 at the portion of the sewing yarns 6 so as 
to intensify the waterproof effect. Meanwhile, it is per- 
missible to make an end of the synthetic resin film 8 in 
contact with the laminated synthetic resin film 4. 
[0041] In the fastener chain 1 of yet another modifi- 
cation of the second embodiment shown in Fig. 1 1 , the 
laminated synthetic resin film 4 is disposed entirely on 
the front and rear surfaces of the fastener tape 3 and 
fused to the fastener tape 3 by heating under pressure. 
Then, the coil-shaped fastener elements 5 are sewn 
with the sewing yarns 6 onto the surface of the side 
edge 1 1 of the fastener tape 3 whose front and rear sur- 
faces are covered with the laminated synthetic resin film 
4. Then, the laminated synthetic resin film 4 is fused to 
the fastener tape 3 such that the ends thereof protrude 
across a center point in which the right and left coil- 
shaped fastener elements couple with each other, so as 
to prevent water leakage along a colliding face of the 
right and left fastener stringers 2. 
[0042] In the fastener stringer 2 of yet another mod- 
ification of the second embodiment shown in Fig. 12, 
while the coil-shaped fastener elements 5 of the fas- 
tener stringer 2 are sewn onto the fastener tape 3 with 
the sewing yarns 6 of the multi-thread chain stitch as 
shown in Fig. 1 1 , a hot melting yarn is used as a needle 
yarn 18 of the sewing yarns 6 of the multi-thread chain 
stitch. As a result, the needle yarn 1 8 is melted by heat- 
ing so that it is fused to the laminated synthetic resin film 
4 or the melted yarn buries a gap around the needle 
yarn 1 8 so as to prevent water leakage around the nee- 
dle yarn 18. Meanwhile, it is permissible to use the hot 
melting yarn for a looper yarn 1 7. 
[0043] In the fastener stringer 2 of the slide fastener 
having waterproof according to a third embodiment 
shown in Fig. 13, the laminated synthetic resin film 4 
composed of the low melting point resin layer 12 and 
high melting point resin layer 13 is fused to the entire 
surface of the fastener tape 3. A pair of the coil-shaped 
fastener elements 5 are disposed on the laminated syn- 
thetic resin film 4 fused to the fastener tape 3 so as to 
oppose each other across a predetermined interval, 
that is, sewn with the sewing yarns 6 of the multi-thread 
chain stitch such that the coupling heads 14 oppose 
each other with the predetermined interval. In this case, 
the fastener tape 3 is folded back in the gap between 
the pair of the coil-shaped fastener elements 5 so that 
the two folded portions are overlaid and the opposing 
faces of the fastener tape 3 are bonded to each other by 
synthetic resin adhesive agent 10. In this case, the coil- 
shaped fastener elements 5 exist on both the front and 
rear surfaces of the fastener stringer 2. 



10 

[0044] In this fastener stringer 2, when the fastener 
tape 3 is folded back and the two folded portions are 
overlaid, it is so constructed that an end edge of the 
laminated synthetic resin film 4 at the side edge 11 of 

5 the fastener tape 3 protrudes with respect to the cou- 
pling head 14 of the right and left coil-shaped fastener 
elements 5. As a result, a slide fastener having high air- 
tightness and watertightness can be achieved. 
[0045] In the fastener stringer 2 of a modification of 

10 the third embodiment shown in Fig. 1 4, by restricting the 
overlaying portion of the fastener tape 3 in the fastener 
stringer 2 shown in Fig. 13 to a portion in which the coil- 
shaped fastener elements 5 are sewn, reduction of the 
material cost is intended. Further, the fastener stringer 2 

is of another modification shown in Fig. 15 is so formed 
that when the right and left coil-shaped fastener ele- 
ments 5 couple with each other, the end edges of the 
laminated synthetic resin film 4 fused to the fastener 
tape 3 protrude slightly from the center point of the cou- 

20 pling. 

[0046] In the fastener stringer 2 according to a 
fourth embodiment shown in Fig. 16, the coil-shaped lin- 
ear fastener elements 5 are attached to the side edge 
1 1 of the fastener tape 3 by weaving in at the time of 

25 weaving the fastener tape 3. The laminated synthetic 
resin film 4 composed of the low melting point resin 
layer 12 and high melting point resin layer 13 is fused to 
the rear surface of the fastener tape 3 such that it pro- 
trudes from the side edge 1 1 of the fastener tape 3. 

30 Meanwhile, it is permissible to attach the coil-shaped 
linear fastener elements 5 to the side edge 1 1 by knit- 
ting and fuse the laminated synthetic resin film 4 to the 
rear surface of the fastener tape 3. 
[0047] In the fastener chain 1 according to a fifth 

35 embodiment shown in Fig. 1 7, a swollen core portion 7a 
is formed on the side edge 1 1 of the fastener tape 3 and 
a metallic discrete fastener element 5 is attached by 
crimping to the core portion 7a. The laminated synthetic 
resin film 4 composed of the low melting point resin 

40 layer 12 and high melting point resin layer 13 is fused to 
the rear surface of the fastener tape 3 such that it pro- 
trudes from the side edge 1 1 of each of a pair of the fas- 
tener tapes 3. The laminated synthetic resin films 4 
fused to each of the fastener tapes 3 collide with each 

45 other between the side edges 1 1 . It is also permissible 
to attach a discrete fastener element of synthetic resin 
directly to the core portion 7a by injection molding 
means. 

[0048] Fig. 18 shows a modification of the lami- 
50 nated synthetic resin film 4. According to the laminated 
synthetic resin film 4, in addition to the low melting point 
resin layer 12 and high melting point resin layer 13, a 
synthetic resin layer 20 is further disposed on the sur- 
face of the high melting point resin layer 13. In this lam- 
55 mated synthetic resin film 4, for example, the melting 
point of the low melting point resin layer 12 is 100 °C - 
150 °C, that of the high melting point resin layer 13 is 
150 °C - 200 °C and that of the synthetic resin layer 20 
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is 200 °C - 220 °C. The synthetic resin layer 20 is dis- 
posed appropriately depending on an application of the 
fastener chain. The synthetic resin layer 20 may have a 
melting point higher than 220 °C, provided with uneven- 
ness pattern or fabric pattern on the surface thereof by 
embossing or the like or provided with a ultraviolet ray 
protecting function. 

[0049] The waterproof slide fastener and the manu- 
facturing method of the present invention have been 
described above and the following effects are obtained. 
[0050] According to the invention, the laminated 
synthetic resin film 4 composed of low melting point 
resin layer 12 and high melting point resin layer 13 is 
fused to at least one surface of the fastener tape 3 in the 
slide fastener such that the low melting point resin layer 
12 is in contact with and opposes the surface of the fas- 
tener tape 3 while the fastener elements 5 are mounted 
on the side edge 1 1 of the fastener tape 3. As a result, 
the laminated synthetic resin film 4 can be fused to the 
fastener tape 3 securely so as to provide the fastener 
tape 3 with waterproofness and prevent an occurrence 
of a portion in which the synthetic resin film does not 
exist locally due to heating the surface of the synthetic 
resin film or due to threading of the sewing yarns, 
namely, an occurrence of perforation phenomenon. 
Thus, a slide fastener having an good appearance is 
obtained. 

[0051] According to the invention, the melting 
points of the low melting point resin layer 12 and high 
melting point resin layer 13 in the laminated synthetic 
resin film 4 are specified. As a result, the laminated syn- 
thetic resin film 4 never peels from the fastener tape 3 
upon dry cleaning and can be fused to the fastener 
chain securely and easily. 

[0052] According to the invention, the laminated 
synthetic resin film 4 to be fused to the fastener tape 3 
is formed so as to protrude from the side edge 1 1 of the 
fastener tape 3 and the center point of coupling of the 
fastener elements 5. As a result, waterproof function at 
the side edges 1 1 in which the right and left fastener 
tapes 3 collide with each other can be achieved with a 
simple structure. 

[0053] According to the invention, the fastener ele- 
ments 5 are mounted on the front surface of the side 
edge 1 1 of the fastener tape 3 and the laminated syn- 
thetic resin film 4 is fused on the rear surface of the fas- 
tener tape 3. As a result, it is possible to provide a 
fastener chain 1 in which the slide fastener is mounted 
on the rear surface thereof with waterproof function with 
a simple structure. 

[0054] According to the invention, the laminated 
synthetic resin film 4 is fused on the front surface of the 
fastener tape 3 and the fastener elements 5 are 
mounted on the front surface of the side edge 1 1 of the 
fastener tape 3. Thus, it is possible to provide the fas- 
tener chain 1 in which the slide fastener is mounted on 
the front surface thereof with waterproof function with a 
simple structure. 



[0055] According to the invention, the laminated 
synthetic resin film 4 is fused on the front surface of the 
fastener tape 3 and linear fastener elements 5 are sewn 
onto the front surface of the side edge 1 1 of the fastener 

5 tape 3 while the rear surface of the portion to which the 
fastener elements 5 are sewn is treated with waterproof 
finish. As a result, water leakage or water penetration 
along the portion of the sewing yarns 6 for fixing the fas- 
tener elements 5 in the fastener chain 1 in which the 

jo slide fastener is mounted on the front surface thereof is 
prevented securely so as to enhance the waterproof. 
[0056] According to the invention, the laminated 
synthetic resin film 4 is fused on the front surface of the 
fastener tape 3 and linear fastener elements 5 are sewn 

15 onto the front surface of the side edge 1 1 of the fastener 
tape 3 while sewing yarns 6 with which the fastener ele- 
ments 5 are fixed are treated with waterproof finish. As 
a result, water leakage or water penetration along the 
portion of the sewing yarns 6 for fixing the fastener ele- 

20 ments 5 in the fastener chain 1 in which the slide fas- 
tener is mounted on the front surface can be prevented 
securely and easily by modification on the sewing yarns 
so as to intensify the water resisting effect. 
[0057] According to the invention, the laminated 

25 synthetic resin film 4 is fused on the surface of the fas- 
tener tape 3, a pair of the linear fastener elements 5 are 
disposed on the surface such that they oppose with their 
coupling heads opposing each other across a predeter- 
mined interval, the fastener tape 3 is bent at the middle 

30 between the pair of the linear fastener elements 5 so 
that the bent portions overlap, while the overlapping 
faces of the fastener tape 3 are bonded to each other. 
As a result, this slide fastener has fastener elements 5 
on both surfaces of the fastener tape 3. Water leakage 

35 or water penetration in the side edge 1 1 in which the 
fastener stringers 2 collide with each other can be pre- 
vented securely with a simple structure so that airtight- 
ness and watertightness can be secured. 
[0058] According to the invention, fastener ele- 

40 ments 5 are mounted on the surface of the side edge 1 1 
of each of the pair of fastener tapes 3; the right and left 
linear fastener elements 5 are coupled with each other, 
and then the laminated synthetic resin film 4 composed 
of low melting point resin layer 12 and high melting point 

45 resin layer 13 is heated under pressure onto the rear 
surface of each of the pair of combined fastener tapes, 
with the low melting point resin layer 12 being in contact 
with and opposing the fastener tape 3, so as to fuse the 
low melting point resin layer 12 to the fastener tape 3; 

so the laminated synthetic resin film 4 is cut between the 
right and left fastener tapes 3 so as to produce a fas- 
tener chain 1 . As a result, waterproof is provided to the 
fastener tape 3 and portions in which the synthetic resin 
film does not exist locally due to fusion of the synthetic 

55 resin film by heating are not generated, namely, perfora- 
tion phenomenon is prevented. Further, the laminated 
synthetic resin film 4 can be fused securely to the fas- 
tener tape 3, so that a slide fastener having a good 
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appearance can be produced easily with a simple man- 
ufacturing process. 

[0059] According to the invention, after the right and 
left fastener elements 5 mounted to the pair of the fas- 
tener tapes 3 are coupled, the fastener elements 5 are 
kept with a gap between opposing side edges 11 
thereof by pulling the right and left fastener tapes 3 to 
the right and left or arranging the fastener elements in a 
mountain shape to project toward the fastener tape side 
while the laminated synthetic resin film 4 is fused to the 
fastener tapes. As a result the waterproof function 
between the side edges 1 1 of the fastener tape 3 can be 
intensified by a simple manufacturing process. That is, 
the effects of the present invention are quite remarka- 
ble. 

Claims 

1. A waterproof slide fastener, being characterized in 
that a laminated synthetic resin film (4) composed 
of low melting point resin layer (12) and high melt- 
ing point resin layer (13) is fused to at least a sur- 
face of a fastener tape (3) in the slide fastener such 
that the low melting point resin layer (12) is in con- 
tact with and opposes the surface of the fastener 
tape (3) while fastener elements (5) are mounted 
on a side edge (1 1) of the fastener tape (3). 

2. A waterproof slide fastener according to claim 1, 
being characterized in that the laminated synthetic 
resin film (4) is comprised of the low melting point 
resin layer (12) having melting point of 100 °C - 140 
°C and the high melting point resin layer (13) having 
melting point of 1 50 °C - 230 °C. 

3. A waterproof slide fastener according to claim 1 , 
being characterized in that the laminated synthetic 
resin film (4) is comprised of the low melting point 
resin layer (12) having melting point of 1 1 0 °C - 1 30 
°C and the high melting point resin layer (13) having 
melting point of 1 60 °C - 200 °C. 

4. A waterproof slide fastener according to claim 1 , 
being characterized in that the laminated synthetic 
resin film (4) to be fused to the fastener tape (3) is 
formed so as to protrude from the side edge (1 1 ) of 
the fastener tape (3) and a center point of coupling 
of the fastener elements (5). 

5. A waterproof slide fastener according to claim 1 , 
being characterized in that the fastener elements 
(5) are mounted on a front surface of the side edge 
(1 1) of the fastener tape (3) and the laminated syn- 
thetic resin film (4) is fused on a rear surface of the 
fastener tape (3). 

6. A waterproof slide fastener according to claim 1 , 
being characterized in that the laminated synthetic 



resin film (4) is fused on the front surface of the fas- 
tener tape (3) and the fastener elements (5) are 
mounted on the front surface of the side edge (11) 
of the fastener tape (3). 

5 

7. A waterproof slide fastener according to claim 6, 
being characterized in that the laminated synthetic 
resin film (4) is fused on the front surface of the fas- 
tener tape (3) and linear fastener elements (5) are 
io sewn onto the front surface of the side edge (1 1 ) of 
the fastener tape (3) while a portion of a rear sur- 
face of the tape (3) to which the fastener elements 
(5) are sewn is treated with waterproof finish. 

15 8. A waterproof slide fastener according to claim 6, 
being characterized in that the laminated synthetic 
resin film (4) is fused on the front surface of the fas- 
tener tape (3) and linear fastener elements (5) are 
sewn onto the front surface of the side edge (1 1 ) of 
the fastener tape (3) while sewing yarns (6) with 
which the fastener elements (5) are fixed are 
treated with waterproof finish. 

9. A waterproof slide fastener according to claim 1, 
being characterized in that the laminated synthetic 
resin film (4) is fused on the front surface of the fas- 
tener tape (3), a pair of the linear fastener elements 
(5) are disposed on the front surface such that they 
oppose and coupling heads (1 4) oppose each other 
across a predetermined interval, the fastener tape 
(3) is bent at the middle between the pair of the lin- 
ear fastener elements (5) so ass to overlap, while 
the overlapping faces of the fastener tape (3) are 
bonded to each other. 

10. A manufacturing method of a waterproof slide fas- 
tener characterized in comprising the steps of: 

mounting fastener elements (5) on a front sur- 
face of a side edge (1 1) of each of a pair of fas- 
tener tapes (3); 

after coupling the right and left fastener ele- 
ments (5), heating a laminated synthetic resin 
film (4) composed of low melting point resin 
layer (12) and high melting point resin layer 
(13) underpressure to a rear surface of each of 
the pair of the combined fastener tapes (3), 
with the low melting point resin layer (12) being 
in contact with and opposing the fastener tape 
(3), so as to fuse the low melting point resin film 
(12) to the fastener tape (3); and 
cutting the laminated synthetic resin film (4) 
between the right and left fastener tapes (3) so 
as to produce a fastener chain (1). 

11. A manufacturing method of a waterproof slide fas- 
tener according to claim 1 0, being characterized in 
that after the right and left fastener elements (5) 
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mounted to a pair of the fastener tapes (3) are cou- 
pled, the fastener elements (5) are kept with a gap 
between opposing side edges (11) thereof by pull- 
ing the right and left fastener tapes (3) to the right 
and left or arranging the fastener elements (5) in a 5 
mountain shape to project toward the fastener tape 
(3) side while the laminated synthetic resin film (4) 
is fused to the fastener tapes (3). 
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